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AMENDED CLAIMS 

L A method for manufacturing labels for placement in a mold, in 

particular in an injection mold, wherein a strip of film is supplied and is 
placed, by at least a part of a first side thereof, on a supporting carrier, 
wherein part of said strip, to bo referred to as label, is cut out, characterized 
in chat a retaining element is applied to, in particular slightly pressed upon, 

1. hn .second side, remote from the carrier, of the part of the film web 
support ed by the carrier, wherein part of the film web enclosed between The 
currier and the retaining element is cut loose, and wherein the enclosed part 
cut loose, to be referred to as label, is taken hold of by the retaining element 

0 and is picked up from the carrier therewith. 

2. A mnthod according to claim 1, wherein a retaining olement is used 
which has an outer contour substantially corresponding to that of the 
dosired label, and the label-forming part is cut loose along the outer contour. 

A method according to claim 1 or 2, wherein the enclosed, label- 
part is taken hold of using vacuum means provided in, at least on, 
retaihing element. 

4. A method according to claim 3, wherein the label-forming part is 

taken hold of using at least vacuum means extending along the outer 
contour of the retaining element, such that the label-forming part is pulled 
tarn, at least kept taut, over the retaining element. 

A method according to any one of the preceding claims, wherein the 
:ii\ol-forming part is takon hold of using static charge of the retaining 
clement and/or the label-forming part. 

(>. \ A method according to any one of the preceding claims, wherein the 
InbolNlbrminK part is taken hold of using adhesion between the label- 
forming part arid the retaining element. 

7. \ A method according to any one of the preceding claims, wherein the 
lubol-fortning part is taken hold of prior to its being cut loose, 
s. A method according to claim 7, wherein the label-forming part, 

prior to being cut loose, is taken hold of by the carrier. 

A method according to claim 7 or 8, wherein the label-forming part, 
prior tolxeing cut loose, is taken hold of by the retaining element. 
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l (k\ A method according to any one of the preceding claims, wherein the 
lnbol\s transferred from the retaining element to an insertion device for 
placement of the label in a mold, with the label being taken over hy the 
in.sertioxKdevice in approximately the same position, 
Li. A method for manufacturing labels for placement in a moid, in 
particular an injoction mold, wherein a strip of film is supplied and is 
placed, with at least a part of a first side thereof, on a supporting carrier, 
thereby overlying a blanking opening, characterized in that a retaining 
(dement adjacent the strip is brought into, at least adjacent to, the blanking 
opening; wherein said part overlying the blanking opening, to be referred to 
e\ s label, is cut out by a blanking punch against the retaining element and is 
thereby taken hold of and is picked up for transfer to a mold. 
12. A method according to claim 11, wherein during blanking the 

blanking forces are substantially taken up by the carrier, such that the 
retaining element is substantially not loaded. 

A method according to claim 11 or 12, wherein on the carrier a first 
blanking plate surrounding or forming the blanking opening is secured, 
whilAon the hhmking punch a compJementary second blanking plate is 
secured 

M. \ A method according to any one of the preceding claims, wherein the 
film woH\is printed, prior to the formation of the labels. 
1 fj. A method according to claim 1 4, wherein the printing is provided 

on the second side of the film web. 

A method according to any one of the preceding claims, wherein the 
laftel, at least the label-forming part, is slightly stretched, at least on the 
returning element, preferably during or immediately prior to the label- 
fbrmkig part being taken hold of by the retaining element. 
17. \ A method for placing a label in a mold for in-mold labeling injection 
moldeoVproducts, wherein the or each label to be placed is manufactured 
with a method according to any one of the preceding claims and 
Nuhsequehtly is arranged in the mold against at least one wall portion and 
is siu:ur«dVi gainst it, preferably through reduced pressure, adhesion or 
sl.fi tic charge. 

1 H. A method according to any one of the preceding claims, wherein 
labels are manufactured from a film web having a thickness of less than \i0 
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uiieromlsters, more particularly less than 20 micrometers, and preferably 
less than\15 micrometers. 

10. A method according to claim 18, wherein labels are manufactured 

from a film web of a thickness of less than 10 micrometers. 

20. A method for injection molding, wherein in a cavity in a mold a 
product in injection molded; wherein at least a portion of the cavity is 
determined by a bounding part which is arranged for movement in an 
ejection direction, the or each respective bounding part comprising at least 
one encasing part which is so arranged that, viewed in ejection direction, on 

! (i both sides of the respective engaging part, a portion of the product, at least 
of the product space in the cavity is locked, comprising the following steps: 

(a) filling the cavity: 

(b) opening the mold by moving away a closing part; 

((0 moving said movable hounding parts in the ejection direction, while the 

1 ') formed product is held between, at least by, the engaging parts and is 

moved at least partly out of the cavity; 

(d) moving the engaging parts, such that the product is rendered clear 
thereof. 

21. A method according to claim 20, wherein during or after step (c) 

2 t) the product is engaged with a removal device, prior to or at the beginning of 

.stop (d), and the product after step (d) is moved away from the mold in a 
controlled manner. 

22. A method according to claim 21> wherein, using the removal device, 
the product after step (d) is first moved slightly further into the ejection 

'". direction and is subsequently carried away in a direction approximately at 
right angles to the ejection direction. 

A method according to any one of claims 21 or 22, wherein using 
ih<\romoval device at least one insert is placed in, at least on the closing 
pnrrW the mold, preferably approximately simultaneously with the 
'.n t!iii<agi3ment of the product. 

24. \ A method according to any one of claims 20-23, wherein the or oach 
product m the respective cavity is engaged with the engaging means in 
openings, )it least cavities in a longitudinal wall of the product, the or each 
said movablte bounding part further comprising means whicli engage on the 
side of the product located rearwards in the ejection direction, for obtaining 
an improved pressure distribution. 
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A method according to any one of claims 20-24, wherein the 
proouet is injection molded with at least one hinge, while on opposite sides 
of the\t least one hinge at least one and preferably at least two engaging 
means ate provided. 

2f>. A method according to claim 25, wherein at least one of said 
bounding parts extends along the at least one binge on the side located 
rearwards in ejection direction, such that the product parts extending on 
opposite sides of the respective hinge are supported by the respective 
bounding part, at least during a part of the ejection of the product. 
! 0 27. An apparatus for manufacturing labels for placement in a mold, in 
particular an injection mold, comprising: 
supply means for a film web; 

carrier means on which the film web can at l t east partly be 
supported; 

j s - cutting means for cutting loose, at least blanking out a label- 

forming part of the film web; 

characterized in that retaining means are provided which comprise 
pickup means for holding said label-forming part of the film web, to be 
referred to as label, such that the label, substantially without deformation, 

:.: 0 can be picked up with the aid of at least the retaining means, loosely from 
the further film web, wherein the retaining means are arranged for locking 
at loa.sr. the label-forming part against the carrier. 

28. An apparatus according to claim 27, wherein the cutting means are 

arranged for cutting loose, at least blanking the or each label against the 
retraining means. 

An apparatus according to claim 27, wherein the carrier means 
comprise at least one blanking opening, during use covered by the film web, 
while the retaining means, at least the pickup means, are arranged for 
movement into the blanking opening, while a blanking punch is provided for 
m blanking in the blanking opening a label from the film web and moving said 
hhuikcd-out label against the retaining means. 

An apparatus according to any one of claims 2G-29, wherein the 
f>tun£ing opening is formed, at least surrounded, by a first blanking plate, 
while tnfct blanking punch is provided with a second, complementary 
blanking pl^te, the blanking plates being exchangeable with other first 
and/or second\lanking plates. 
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Hi. An apparatus according to claim 30, wherein the first and/or tho 
socond blanking plate is or are secured with the aid of detachable damping 

moans. 

An apparatus according to any ono of claims 26-31, wherein the 
caVrior is arranged for taking up substantially the complete blanking forces. 
:{:{\ An apparatus according to any one of claims 26-32, wherein the 
piclftip means comprise vacuum means at least adjacent a circumferential 
inltfeW a surface of tho retaining means which during use is moved against 
tho fiftn web, preferably distributed over substantially the entire said 
I n surface 

m M. \ An apparatus according to any ono of claims 26 or 33, wherein the 
retaining means comprise a surface which is held against the labol during 
uHe, and the label is slightly stretched over said surface during use, while 
tho outtingvmeans are arranged for cutting loose the label along the outer 

I contour of sud surface. 

:W>. An Apparatus according to any one of claims 26-34. wherein the 
cutting mean* comprise a blanking punch or cutting tool. 
;*(>. An apparatus according to any ono of claims 26-35, wherein the 

rulaining mean\j are arranged for directly placing the or each labol in a 

. .i! mold, 

;57. An apparatus according to any one of claims 26-36, wherein an 
insertion device iskprovided, arranged for taking over from the retaining 
moans a label picked up therewith, such that it can be transferred with the 
aid of the insertion ^device into an opened mold. 
r> :I8. An apparatus according to any ono of claims 26-38, wherein at 
least the insertion device is provided with a surface for taking over the 
bibel, which surface is of a smooth finish, while holding means are provided 
for taking hold of and holding the label in a slightly stretched condition, 
which holding means are>so designed that they fix the label at some 
in distance from said surface\while in a condition wherein no label is being 

aposed substantially flush with said surface. 
Y t in particular an injection mold, comprising at least one 




wherein at least one part bounding th« respective cavity engages by 
fne engaging part in a product manufactured in the cavity and, 
with the mold opened, is at least partly movable with the product in the 
direction of the open side of the respective cavity, in an ejection direction, 
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while during said movement, tho respectivo product is retainable on, at least 
with, the respective bounding pari:, and can be transferred to a removal 
dt; vice, at least can be released outside the cavity. 

'10. A mold according to claim 39, wherein the or each engaging part is 
provided for engagement of the product in a direction which includes an 
nn^le with the ejection direction, in particular an angle of approximately 90° 
it th« beginning of tho ejection movement. 

l\ A mold according to claim 39 or 40, wherein the or each engaging 
pa A is arranged for engagement of or behind an undercut in the product. 
12. \ A mold according to any one of claims 39-41, wherein the or each 
respective bounding part is mounted in guide means which upon movement 
in the ejection direction take care of the release of the product from the 
engaging parts near the ond of the movement. 

AS. An injection molded product provided with a printing applied 
through in-mold labeling, wherein the in-mold label has a thickness of less 
thiin 30 micrometers, in particular less than 20 micrometers, more 
particularly less than 15 micromoLers and preferably less than 
10 micrometers. 

An injection moldecj product, in particular according to claim 43, 
in the product is at least largely transparent and has been domoldud 
old according to any one of claims 39-42. 




AMENDED SHEET 



